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THIS GREAT TEAM 
\ OF ENGINEERS 
- ” AND SCIENTISTS 
HAVE MADE 
BARCWOOD 

TOPS! 


Behind the success story of 
Barcwood plastic coated tops lies 

25 years of painstaking research 
and testing by a team of experts 

... continually striving for 
perfection. The result is a wood 
grain finished surface judged the 
finest in its class. Only Barcwood 
offers all these advantages at the 
same low cost: constant quality 
control from raw materials to 

the finished product. Constantly 
supervised by our top-flight 
engineering and scientific staff. 
Exclusive patterns, grains, finishes 
and colors for your furniture 

line only, cut to your specifications. 
Free consultation service on 

your production problems. Add to 
this the features that make Barcwood 
the standout plastic surface 

in its field: Exclusive Melamine- 
Silicone ‘‘590” finish, is as tough as 
science can produce. Flawless 
surfaces that last longer, stay 
brighter, are moisture-protected. Find 
out more about Barcwood . . . how it can 
make your promotional line stand out from 
the crowd and move faster! 







Introducing the Barclite Designers’ Group... reinforced 
fiberglass panels in decorative and Shoji patterns. We also 
offer designs created exclusively for you. Your imagination 
is your only limit when working with Barclite. 
Examples: unusual sliding doors for cabinets, 
adds a fabulous new look to desk and table tops! 










For information And Samples of Barcwood & Barclite Write To: 


BARCLAY MANUFACTURING CO., INC. 
Dept. FDM 8, Barclay Building, New York 51, New York 
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Laying up plastic laminate panels with special alignment 
stacking rack prior to loading into press. Read the final 
installment in Paul Graham’s three-part series on plastic 
laminates and their use in furniture industry. Article 
starts on next page. 
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OUTFEED END OF INFRA RED DRYING OVEN. Plastic la 


oven and bonded under pressure of rolls of the rotary press to the right. Pressure is maintained on the rolls by 
air cylinders. 


Decorative Plastic 
LAMINATES and Their 
Use in Furniture Field 


Comprehensive Report Based on Survey 
of Materials Available to Industry 


By PAUL H. GRAHAM 
(PART 3) 


i= cores are usually cut close to 
their finished dimension but the dec- 
orative and back plastic laminates are 
usually cut a minimum %-inch over- 
size to provide a uniform projection 
along all points of the assembly, This 
forms a glue trap to catch glue 
squeeze-out and keeps the glue from 
running over the laminate faces, 
through openings between the lami- 
nate sheets and the core. After the 
laminate bond has been permanently 
set, the panel can be trimmed 1/16- 
inch all around to remove the glue 
accumulation, 
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Cauls used are usually a minimum 
2 inches over-size so that no additional 
time is required for careful place- 
ment as well as providing protection 
against dripping glue. 

While laminates are worked from a 
flat layup, there is less marring or 
scratching when they are handled on 
edge in portable bins or trucks, It 
is customary to load the laminate 
sheets in a sequence that keeps the 
backing sheet with its unsanded side 
and the decorative sheet with its 
finished side toward the operator, in 
continuous sequence. This keeps dirt 





minates and core are laid up while still hot from the 


or other abrasive materials from ad- 
hering to the faces and allows the 
sheets to be separated from the pack 
easily before pulling them loose to 
lay up on the core. 

The glue spreader is most used to 
apply adhesive although it is also 
brushed or sprayed on. Some methods 
require just one facing laminate 
and/or one surface of the core to be 
spread with glue and be laid together 
before the other face is spread. The 
most common practice is to spread 
both sides of the core. The primary 
purpose of the first method is to al- 
low the solvent to evaporate, 

In laying up the assembly the back- 
ing sheet is usually laid down first, 
followed by the spread core, and then 
the decorative laminate sheet. When 
laying down the sheet, it is well to 
wipe the underside clean, lay the 
sheet up on the core, and then wipe 
the exposed face clean. If more than 
one panel is to be laid up before 
pressing, it is customary to insert a 
thin caul or kraft paper barrier sheet 
before making the next layup. When 
breaking up the multi-layer press 
load, the stack is carefully taken 
apart and clean cardboard or other 
adequate protective material is put 
between the panels as they are 
stacked face-to-face and back-to-back 
to protect the faces. 


(Continued on page 6) 
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Straight drill bores Champfered hole has Light-colored surface Surface is damage- Routed recesses are Edges are clean and 
easily with a clean no burred edges. excellent for painting. resistant, provides a easy to machine, damage-resistant. 
edge. superior glue base. visibly smoother. 





Bull Nosing is smooth Screw-holding strength Beveled edge is Grooves have sharp Guarantee. Every G-P Hardboard Product 
and hard—no edge assures secure smooth, splinter-free! splinter-free edges, is guaranteed not to split, splinter, 
splitting. attachments. a credit to any display. sliver, check, crack or delaminate. 


See how Georgia-Pacific Hardboard 
machines— smooth, clean, and easy! 


You get so many advantages when you use any G-P in Smooth-both-sides, Tempered, Factory-Finished, Text- 

Hardboard! First, its superior workability is the result ured or Perforated, in any quantity you need, from a small 

of a special resin-spray ‘‘dry process’’ which makes G-P order to a carload or more! 

Hardboard superior to ordinary ‘‘wet process” boards. Distributed by a nationwide chain of G-P warehouses 

What's more, G-P Hardboard is easier on your tools. and independent jobbers. Mail the coupon below for 
You can buy any of the extensive line of G-P Hardboards sample, booklet, and complete details. 


Georgia-Pacific Corporation » Dept. FDM 1058, Equitable Bidg., Portland 4, Oregon 
Please send me a free sample of G-P (Smooth-both-sides) Hardboard, a booklet 

















on entire line of G-P hardboards, plus details on where | may buy it in my area, 
Name 

Firm 

Address 

City Zone State 
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CAGE OR AIR HOSE PRESS used for 
cold pressing plastic laminate 
panels operates with air pressure 
in hose located above the upper 








movable platen. 


Plastic Laminate 
Bonding Adhesives 

When sanded prior to application, 
plastic laminates have a tendency to 
warp or curl concavely, thereby cre- 
ating a dead load, or static stress on 
the glue line along the longitudinal 
edges of the laminate. A rigid glue 
line is generally preferred and ad- 
hesives which have good load strength 
usually produce best results. The final 
choice of glue depends mainly on 
durability required in the bond, avail- 
able equipment for mixing, applica- 
tion and pressing, and operating prop- 
erties desired. 

Adhesives commonly used include: 
urea-modified or fortified and craze 
resistant, phenolic, phenol-resorcinol, 
polyvinyl, and contact bonding ad- 
hesives made with natural rubber or 
synthetic rubber base, 

Casein glue will produce an ac- 
ceptable bond, is low in cost, and has 
a glue line which provides very little 
abrasion. This glue performs satisfac- 
torily under low or high temperature 
operating conditions, It is cold set- 
ting and cures at room temperature 
and is one of the few adhesives which 
does not pick out the laminate face 
even after overnight contact. Casein 
glue has a normal pot life of about 
6 hours and requires high glue spread, 
Curing time is not reduced appre- 
ciably by the addition of heat. 

The chief objection to the use of 
casein glue for plastic laminate bond- 
ing has been the relatively long 
clamping time required. An assembly 
made with casein glue cannot be ex- 
posed to water, high humidity, or 
materials likely to promote mold or 
fungus growth for long or frequent 
intervals. Some flexible cements de- 
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into air hose press. 


signed for use where the laminate- 
panel construction is subject to vi- 
bration or shock are casein-latex 
formulations but the bond is_ not 
waterproof. 

Modified or fortified urea resin ad- 
hesives, properly extended and formu- 
lated, are popularly used as a plastic 
laminate bonding agent, due _ princi- 
pally to favorable experience with 
this adhesive in wood gluing opera- 
tions, available equipment in the 
plant, good bonding properties and 
low cost. These adhesives produce a 
strong, craze-resistant glue line and 
have good gap-filling characteristics. 
While they lack extreme water re- 
sistance and resistance to high tem- 
peratures, they do offer satisfactory 
properties as far as normal service 
conditions are required. 

Cold-setting urea glues appear to 
be favored for table top and similar 
panel bonding in both cold pressing 
and hot pressing operations. Various 
special formulations have also been 
developed for this particular applica- 
tion. Major faults cited with the use 
of urea glues are lack of flexibility 
in temperature operating conditions, 
limited pot life (2 to 6 hours, de- 
pending on catalyst and temperature 
conditions), tendency to pick out the 
laminate surface, and toxic effect on 
operators. 

Phenolic, phenol-resorcinol and re- 
sorcinol adhesives are used for lami- 
nate bonding when requirements of 
high bond strength, waterproof, re- 
sistance to acids and alkalis, and 
withstanding high temperatures have 
to be met. These adhesives are more 
costly than other types. Phenolic resin 
adhesives may be cured satisfactorily 
at room temperatures but _ phenol- 


LOADING BALE of plastic laminate panel assemblies 


resorcinol and _ resorcinol adhesives 
must be heat set for efficient opera- 
tion. Pehnolic adhesives are currently 
very popular for bonding laminates to 
hardboard cores with rapid cure 
schedules, 

Polyvinyl glues are being used very 
extensively for bonding plastic lami- 
nates. This is due primarily to the 
development of a quick clamping 
method and fast setting glue which 
permits a bonding cycle of as short as 
22 minutes, 10 minutes to layup the 
panels and 12 minutes under pres- 
sure in the press, The bond is sat- 
isfactory for normal conditions and 
while these adhesives generally have 
poor water resistance, newer poly- 
vinyl glue formulations now _ incor- 
porate phenolic components which im- 
prove heat and water resistance prop- 
erties. 

These adhesives set as a result of 
loss of water which causes the emul- 
sion to break. The bond is somewhat 
thermoplastic, with a tendency to 
soften at very high temperatures, but 
harden again at lower temperatures. 
Many commercial polyvinyl formula- 
tions for this application have im- 
mediate tack and have advantages of 
long pot life, non-toxic, non-abrasive 
to cutting tools, easy to use, and fast 
setting. The relatively low cost of the 
glue and its suitability for use with 
low-cost pressing equipment are also 
very attractive. 

The use of contact bonding adhe- 
sives for plastic laminate bonding is 
steadily increasing. Formulated with 
natural rubber or synthetic rubber 
base, manufacturers of these adhe- 
sives claim the bond grows stronger 
with age by self-vulcanization. Their 
sheer strength is generally lower than 
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HI-F1 IN APPEARANCE AND QUALITY 
DOWN THROUGH THE CORE 
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HERE’S QUALITY CONSTRUCTION that begins and ends with Silvatek 
Particle Board. In the beginning, cut-to-size pieces of the board are lami- 
nated with wood veneers to form the top, ends and dividers for this console 
unit. Above you see the ending as natural Particle Board panels are in- 
serted in the cabinet as baffle boards. 

In these and other quality applications, Silvatek Particle Board is prov- 
ing the best material for the job. Panels arrive ready for 3-ply construction. 
They are uniform in thickness and density. And each shipment works the 
same...sawing, routing, beveling, chamfering, drilling and planing to your 
specifications. Important, too, are the boards’ good dimensional stability 
and excellent acoustical properties. 

Put Silvatek quality in your production picture. Panels are available in 
densities of 30 to 60 pounds per cubic foot. Specify panels in standard 4 





x 8 ft. or cut-to-size dimensions. 


WEYERHAEUSER 


PARTICLE BOARD 


For further information, write: SILVATEK, Weyerhaeuser Timber Company, Tacoma, Washington 





A WEYERHAEUSER 


Silvatek 
PRODUCT 
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APPLYING PRESSURE for bonding stack by expanding 
hose. 2-inch stroke delivers 60 p.s.i. pressure over 
platen with 100 Ibs. plant air pressure. Coil springs 
retract upper platen when hoses have contracted. 


other types of adhesives but appears 
to be adequate for assemblies subject 
to use under normal conditions, 

These contact bonding adhesives 
develop strength by loss of solvent 
used to wet the surface and provide 
suitable application consistency. They 
are designed to be applied wet and 
are reported to develop satisfactory 
bonds where high strengths and re- 
sistance to cold flow is not required. 
They function to mask out grain and 
have some gap-filling properties, 

Some of these adhesives are sup- 
plied as two-part formulations com- 
prised of two adhesives which differ 
in polarity, one an organic solvent 
adhesive applied as a primer, and the 
other, a rubber-base adhesive that is 
applied over the primed surface. 

Contact bond adhesives may be roll- 
spread or sprayed in a double coat, 
allowing about 2-minute set between 
coats. The adhesive must dry before 
bonding mainly to evaporate the flam- 
mable solvent. Any solvent left in the 
glue line will affect the bond. This 
drying is often accelerated by infra 
red lamp heating, No matter how long 
spread-sheets are left exposed, the 
adhesive is immediately reactivated 
by wiping the surface with solvent 
and bringing the components into 
immediate contact. 

These adhesives have high imme- 
diate grab strength and once the 
laminate contacts the core, it is prac- 
tically impossible to remove it, This 
requires the laminate to be cut slight- 
ly over-size so the core will be com- 
pletely covered even if the laminate 
is applied slightly askew. Some use the 
slip-sheet methed in which a heavy 
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sheet of kraft paper is laid over the 
core, The laminate is laid over the 
paper and by slipping the paper be- 
neath, the laminate is brought into 
contact with the core a few inches at 
a time. 

Contact bonding adhesives usually 
require no mixing but do require 
perfect bonding contact. Prolonged 
pressure is not required by drying 
to exhaust the solvent is mandatory. 
They are very volatile in nature and 
their low flash point requires storage 
and use under proper temperature 
conditions. These adhesives are ther- 
moplastic and any surface variance in 
the core can prevent firm, adequate 
contact. The cost of these contact 
bonding adhesives is somewhat higher 
than other types but their processing 
and other advantages operate to pret- 
ty well balance out the over-all cost 
when application and bonding is 
considered, 

Although any of the adhesives men- 
tioned may be brushed on or other- 
wise be applied by hand, production 
methods employ the glue spreader or 
spraying. Single or double roll glue 
spreaders are used and _ desired 
spreads are obtained with properly 
grooved rolls and properly set doctor 
blades or rolls. Spreads will vary 
with the type of glue and pressing 
method and are usually governed by 
the manufacturer’s recommendations. 

Bonding adhesives are now being 
sprayed automatically by systems em- 
ploying an automatic reciprocating 
spraying machine in a conveyorized 
spraying booth, a material pump 
which pumps the adhesive direct from 
the shipping drum, and various serv- 








LAYOUT OF AIR HOSE presses used for volume bond- 
ing of plastic laminated panels for table tops keeps 
movement and handling to a small area. 


ice accessories. The adhesive solu- 
tions are not atomized like paint or 
other finishing materials but are de- 
posited on the surface in relatively 
small, irregular-shaped spatters, about 
1/16-inch in size and close together, 
in ribbons to cover the surfaces to 
be bonded. Special spray guns with 
extra large air channels are used to 
break up the glue material, Adhesives 
are also sprayed by hand with similar 
spraying equipment. 


Ccowract BONDING ADHE. 
sives of rubber-base, solvent type 
require adequate exhaust facilities to 
carry away the solvent vapors. The 
spray booth incorporates its own ex- 
haust equipment but metal hoods con- 
nected to an exhaust system, or to a 
vent pipe, are used over the glue 
spreader to carry away solvent vapor. 
They may also be used in a similar 
manner for other types of adhesives 
which give off offensive or toxic 
fumes. 

Contact bonding adhesives may be 
air dried or be dried by banks of 
infra red lamps in a_ continuous 
process oven, equipped with exhaust 
ducts for solvent vapor evacuation 
and circulating air to maintain a 
more uniform drying rate as well as 
to shorten drying time. The infra red 
lamps may be arranged along the 
sides and the spread sheets carried 
through on edge, or at the top and 
bottom to dry both sides of the 
sheets passed between them hori- 
zontally, Heat used ranges from 200° 
to 300 F. and is usually supplied by 
375 watt infra red bulbs, although 


(Continued on page 20) 
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which sample has 
the glass core‘? 


We've veneered 1/42-in. mahogany skin 
to two materials .. . new Pope & Talbot 
FLAKEBOARD, and mirror-smooth plate 
glass. We’ve made critical comparisons of 
both finished surfaces. And the result? 
No detectable differences whatsoever! 
















Make your own comparison. Match 
FLAKEBOARD’s exceptional veneering 
qualities with the standards set by mir- 
ror-smooth plate glass! Free sets of 
samples shown here are now avail- 
able. Address your request to Re- 
search Director, Pope & Tabot, Inc. 


FLAKEBOARD is genuine wood 


. yet with no wood grain, no wood de- 
fects. It makes fine veneering possible 
with no telegraphing; often eliminates 
crossbanding. FLAKEBOARD serves 
many special needs with a significant 





Top sample is new 


FLAKEBOARD; range of strengths and surfaces. Write us 
other, plate glass. about your requirements. 


prices and specifications on request 


3072 Northwest Front Avenue, Portland 10, Oregon 


forest products since 1849 


Sept.-Oct., 1958 FURNITURE DESIGN AND MANUFACTURING 








Spraying Glue 
Speeds Output 


Of Cabinets 


System Breaks Bottleneck in 
Assembly Line Operations at 
House of Cabinets Plant 


on GLUE INSTEAD OF 
applying it with a scratcher, paint 
brush or roller has saved time and 
space while improving product quality 
at House of Cabinets, Inc., Warren, 
Michigan. 

The system is simplicity itself. 
Compressed air supplied at 180 
pounds per square inch by an air- 
cooled 712-horsepower compressor, 


powers a liquid spray pump. An oper- 
ator uses a hand spray gun to coat 
one side of the plywood base and the 
underside of the laminated plastic 





THIS 7'/2-HORSEPOWER, air-cooled 
Ingersoll-Rand compressor supplies 
180 psi air to spray the glue. Air 
staplers on the production line are 
also powered by the two-stage 
compressor. 
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A SMOOTH EVEN LAYER of special consistency glue is 
sprayed on the adjoining surfaces of the wood base and 
the plastic top. This is the first step in the production- 
line manufacturing of plastic counter tops at the House 


of Cabinets. 


covering with a smooth, thin layer of 
glue. The wood base and the plastic 
top are immediately put together and 
run through compression rolls to ob- 
tain permanent and uniform adhesion 
between them. 

As soon as the part has been run 
through the compression rolls, trim- 
ming, drilling, cutting and edging 
operations can proceed, There is no 
waiting for drying time; no storage 





space necessary to stack the tops; and, 
equally as important, less scrap. 
Previously, glue was applied by 
hand to both wood and plastic with a 
scratcher, paint brush or roller. Parts 
were then put together; clamped in a 
press; and, stored over night for dry- 
ing. This method produces a high rate 
of scrap as there was no way to check 
the clamping to determine if ma- 


(Continued on page 24) 


AFTER BEING SPRAYED, wood base and plastic top are placed 
together and passed through compression rollers. The rolls apply 
pressure uniformly across the complete surface. The top is then 
ready to be worked on. There is no storage problem and no 
scrap due to uneven clamping. 
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ENGINEERED 
FOR YOUR 3-PLY 
CONSTRUCTION 


.. flawless Silvatek Particle Board surfaces 
ERG MbbabbcoparcUhrae-sciloleldale-bale Mb ed-1- Me} ae (-) ¢-(o1 t— 





You can laminate fine wood veneers as thin as 4s” as well 
as decorative plastic overlays directly to satin-smooth 
Silvatek Particle Board surfaces. There is no surface grain to 
raise or telegraph and each panel is uniform throughout in 
thickness and density. Here’s a core material that arrives 
at your plant ready for 3-ply construction. Extra sanding 
and crossbanding are eliminated. 





sss Silvatek Particle Board provides an excellent glue bond 
= surface for hot or cold-setting synthetic adhesives, contact 
cements or natural glues. Uniform caliper tolerances ensure 

tal maximum contact of particle board core with facing 

= SS materials...obviating need for extreme pressures 


in laminating. 
You will find these panels machine like wood and have 
<= good dimensional stability. Specify Silvatek Particle 
=r | Board as a core or component for veneered furniture, cabi- 
net doors, plastic-faced counter tops, and displays. Standard 
size: 4’x8’... lengths to 16’, cut-to-size on special order. 
Densities 30 to 60 lbs. per cu. ft. Thicknesses: 34” to 1”. 
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WEYERH 


=| PARTICLE BOARD 


For further information, write: SILVATEK, Weyerhaeuser Timber Company, Tacoma, Washington 
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Feed Rolls 


Cause Defects 


In Planing 


If Your Operators Follow These 
‘Suggestions, Efficiency May Be 
Improved in Planing Operations 


By JOHN E. HYLER 


|) DEFECTS SOME. 
times found on planed surfaces may 
be traced directly to malfunction of 
the feed rolls in one way or another. 
This is not to say they are traceable 
only to machines in poor condition; 
that is not the case. One type of de- 
fect observed is where a corner of a 
piece of material is crushed at one 
point enough to disfigure it, by action 
of an individual roll section on the top 
infeed roll. 


Sectional rolls were developed, as 
most operators know, to insure good 
firm engagement of the roll with dif- 
ferent p eces of stock passing through 
the machine, even though workpieces 
might vary in thickness somewhat. 
Since each roll section has independ- 
ent yield, generally backed up by 
springloading, a crushing defect may 
occur on the corner of a preliminarily- 
sized piece of material, if it is run 
through the machine slightly diagonal, 
where the corner of an individual roll 
section either rides up or drops down. 
This is especially liable to be serious 
where soft stock is being planed. 


As far as consistent with other 
factors involved, it is better to plane 
soft stock before it is finally jointed 
and sized to width. Nevertheless, the 
man feeding the planer can often 
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OUTFEED SIDE OF MODERN Greenlee planer in opera- 
tion at Thomason Plywood Corp., Fayetteville, N. C. 
By observing top surface of material as it comes from 
the machine, then turning it over to load it on a truck, 
the offbearer is able to watch for indentations on the 
top surface; also for scores on under surfaces. Photo- 
graph courtesy Greenlee Bros. & Company, Rockford, 


Ilinois. 


avoid such trouble, if he is careful 
to register each workpiece properly 
with individual sections, feeding it 
straight through the machine. Reliev- 
ing pressure on the top infeed roll 
may also be helpful where particularly 
soft stock is being processed. 

Another type of defect which can 
be very serious is often found where 
a chunk of wood fouls in the opening 
between the bed and a planer roll, in 
such manner that it wedges in tightly, 
yet part of the chunk is left protrud- 
ing above the bed line. This, too, is 
more serious where soft stock is being 
processed, but will cause trouble with 
harder material also. 

As pieces are carried over the pro- 
truding part of the chunk by the feed 
works, the under side of the material 
is more or less badly scored. Such 
chunks can become wedged behind 
planer rolls without the feeder being 
aware of it; they may score and 
badly degrade a large amount of ma- 
terial unless the man at the tail end 
of the machine watches to avoid it. 

To this end, the man tailing a planer 
does well to turn all material over 
before piling it on a truck or other- 
wise disposing of it. This brings the 
under side of the material into full 












view as he loads it. Any time he de- 
tects such a score running longitudi- 
nally on any of the workpieces, the 
machine should be stopped and the 
chunk removed from behind he roll. 


Pitch On Top Outfeed Roll 


Another roll-type defect occasion- 
ally encountered is found where coni- 
ferous stock, such as pine or fir, is 
being dressed at least part of the 
time. Coniferous materials contain 
multitudinous tiny pitch deposits. 
Many of these tiny deposits are left 
exposed after material is freshly 
dressed. Since it passes onward and 
under the top outfeed roll almost 
immediately, this roll tends to pick 
up a more or less mottled deposit of 
pitch. 

Such pitch as adheres to the top 
outfeed roll] tends to gather dust or 
dirt. Gradually, the condition builds 
up to a point where mottled indenta- 
tions are made in the top surface of 
material being run. This condition, f 
too, should be watched for by the 
machine offbearer, and reported to 
the operator as soon as it becomes 
serious enough to mark the top sur- 
face of any material coming through. 
The cure for this is to carefully clean 

(Continued on page 24) 
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Ability to handle the UNEXPECTED... 
acid test of woodworking machinery 


»».an unusual moulding job at Turney Wood Products, Inc., Harrison, Ark. 






This job illustrates a principle which should interest wood- 
working executives who are good judges of machinery. 

Most machines are built to do the usual job well. But, 
when you buy a Mattison Moulder, you get a machine that 
not only will do the “usual” job faster to higher quality 
standards, but also will deliver something extra for the un- 
expected job that ‘‘pushes”’ its true rated capacity. 

This ‘‘No. 228” was purchased by Turney Wood Products, 
Inc., Harrison, Arkansas, as part of a $120,000 capital expan- 
sion program aimed at greater utilization of materials and 
increased volume. Maximum capacity is 16”, and yet the 
moulder is being used exclusively for shaping deep-formed 
pew bottoms which are 15%” wide, with a 1%” double lead- 
ing edge and beveled back edge. Claude Turney, president of 
the company, says: ‘“‘This job requires an extremely heavy 
cut for the bottom head which shapes the pew seat, and for 
the inside head as well. The Mattison No. 228 Moulder does 
an excellent job and saves us many dollars in sanding 
operations over the way we were doing it before.” 











MATTISON 


WOODWORKING MACHINERY 
‘Built better... to produce better quality” 
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This section of a 155%” wide pew seat taken from a regular 
stock run on the Mattison No. 228 Moulder at Turney Wood 
Products, Inc., reveals the smooth surface finish after being 
shaped by the bottom head. 


MATTISON MACHINE WORKS 
545 Biackhawk Park Avenue 
Rockford, Illinois 

Gentlemen: 

Please send bulletin describing Moulders. 


276-6”) 229-8"&10"[) 226-12"[) 228-16” 


Name 





Company 





Address 








City Zone State 
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Highlights 
of 
NAFM Show 

and 


Convention 


DR. GEORGE HEATON (above), con- 


sultant to the furniture industry, 
told the convention of the “Crusade 
for the American Home” which will 
be a central part of the new Home 
Furnishings Council of America’s 
industry-wide public relations pro- 
gram. 


‘ 


PROFESSOR E. SIGURD JOHNSON 
(above), head of the furniture man- 
agement course at North Carolina 
State College, spoke twice to the 
convention discussing new ideas in 
knock-down construction and the 
latest developments in European 
furniture manufacture. 
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“Hard-hitting business sessions” and “the best Fair yet’ was the con- 
sensus of 1,900 furniture and wood-working executives who attended 
the NAFM Convention and Supply, Equipment & Fabric Fair at Chicago 
recently. Theme of the 30th annual convention was “How to Roll up Your 
Sleeves for the Hard Sell Era.” Speakers concentrated on ideas and 
techniques for improving quality and reducing production costs of 
furniture. The latest developments in furniture manufacture, with par- 
ticular emphasis on European products and processes, were displayed 
by 135 suppliers to the furniture industry. 





Fi q : e 


NEWLY-ELECTED NAFM OFFICERS gather for a formal picture. Above, top 
row, left to right: Percy A. Tonk, chairman of the board, Tonk Mfg. Co., 
Chicago, and NAFM treasurer; John M. Snow, executive vice president, 
NAFM; Thomas K. Creal, vice president, Fancher Furniture Co., Salamanca, 
N. Y. and retiring NAFM president. Bottom row, left to right: Tinsley W. 
Rucker, president, Dixon-Powdermaker Furniture Co., Jacksonville, Fla., 
and new second vice presidnt, NAFM; Paul Brandt, president, A. Brandt 
Co., Forth Worh, Texas, and new NAFM president; Harold Sprunger, 
vice president, Dunbar Furniture Corp. of Indiana, Berne, Ind., and new 
NAFM first vice president. 


A GROUP AT AN INFORMAL RECEPTION held during the NAFM Conven- 
tion. Above, left to right: John M. Snow, executive vice president, NAFM; 
James P. Gunter, vice president, David M. Lea Co., Richmond, Va. and 
president, Southern Furniture Manufacturers Assn.; R. H. McMurtrie, pres- 
ident, Huntingburg Furniture Co., Huntingburg, Ind. and new second vice 
president, NAFM; Thomas K. Creal, vice president, Fancher Furniture 
Co., Salamanca, N. Y. and retiring president, NAFM. 
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OUT-GOING NAFM PRESIDENT Thomas K. Creal 
(left), vice president, Fancher 
Salamanca, N. Y., congratulates Paul Brandt, 
president, A. Brandt, Co., Fort Worth, Texas, 
upon his election as new president of NAFM. 





Furniture Co., 





TOP ENTRIES of an international design contest in upholstered furniture 
sponsored by the National Cotton Batting Institute received a great deal 
of attention at the NAFM Supply, Equipment and Fabric Fair. 





BEN J. WILLIS, SR., Willis Furniture 
Co., Norfolk, Va. (above) and 
chairman of NRFA’s merchandising 
committee, gave the assembled 
manufacturers the retailer’s point 
of view as to what manufacturers 
could do to help sell more furni- 
ture. 











ta Z 


PRESENT AND FORMER NAFM DIRECTORS and their wives caught at an 
informal reception during the NAFM convention and trade fair. Above, 
left to right; Mr. & Mrs. Fred Kuehne Ill; Mr. & Mrs. D. F. Caldemeyer; 
Mr. & Mrs. Marcus Levy. Kuehne is vice president, Kuehne Mfg. Co., 
Mattoon, Ill., and an NAFM director. Coldemeyer is president, National 
Furniture Mfg. Co., Evansville, Ind., and a former NAFM director; Levy 
is with Artistic Furniture Co., Cincinnati, and a director of NAFM. 
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Straightline Machines 
Preferred Because They 
Eliminate Kickbacks 


By JOHN HYLER 


ioe STRAIGHTLINE OVER. 
cutting type of ripsaw is finding its 
way into a larger proportion of small- 
er shops continually, for various rea- 
sons. One outstanding factor is the 
far greater safety it provides for the 
operator. If one rips material on a 
handfeed ripsaw, he must be recon- 
ciled to the fact that he is doing it in 
a more dangerous way. Certain types 
of guards can be applied to the hand- 
feed ripsaw, which aid in preventing 
kickback, However, none are available 
for such a machine which are so effi- 
cient as the narrow steel kickback 
fingers incorporated on some of the 
modern straightedging units, as for 
instance those made by Mattison. 

In cases where material must be 
ripped at a handfeed ripsaw, it is a 
very good idea to use a _ kickback 
bodyguard, suspended by straps worn 
over the shoulders, which covers the 
abdominal and pelvic region. How- 
ever, it is often difficult to get men 
to wear these. Experienced men who 
have ripped much material at the 
hand-feed ripsaw often form a habit 
of standing to one side, out of line 
with the running saw blade. This 
practice is adopted on the theory that 
material kicking back is practically 
always thrown approximately in the 
plane of the running blade. A man 
who stands to one side is not liable 
to be hit so hard, even when a kick- 
back occurs. 
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Overcutting Rip 
Saws and Their 
Safety Features 















ViEW OF MODERN straightedging overcutting ripsaw, at 
work in the plant of California Furniture Shops, Los 
Angeles, California. Photograph courtesy Mattison Ma- 
chine Works, Rockford, Illinois. 


Experienced handfeed ripsaw oper- 
ators learn not to leave any edgings, 
knots or pieces of offal lie on the 
saw table close to the running blade, 
It is mandatory to form this habit, 
seeing to it that the saw table is fully 
cleared after each piece of material 
or board has been ripped. At a hand- 
feed ripsaw, a fence should be used 
which extends well in the back of the 
running saw blade, because it will 
provide much_ greater’ protection 
against kickback. The reason is that it 
furnishes a suitable guide to keep ma- 
terial traveling in a straight line until 
it is past and well away from the 
saw blade. 


Special Danger Aspects 


Short material is particularly dan- 
gerous in regard to kicking back. All 
such material, as soon as it has been 
pushed between the ripsaw blade and 
the fence, should be thrust well past 
the running blade. Otherwise, vibra- 
tion may work it around into contact 
with the rear or ascending teeth of 
the blade. There, it will be picked up 
by the blade and thrown with great 
force. 


Men who understand the danger of 
kickback at a handfeed ripsaw would 
never think of backing a piece of ma- 
terial up on a running saw blade, but 
this has been done in many cases by 
green men, with exeptionally serious 
results, Also, many inexperienced op- 


erators have allowed a piece of ma- 
terial to slip from their fingers and 
drop on top of a running blade while 
trying to lift it over, and have been 
seriously injured as a direct result. 


One thing which makes the kick- 
back at a ripsaw especially danger- 
ous is that it is usually directly in line 
with a man’s abdomen. Sometimes it 
will strike higher, but usually in this 
area. The particular types of acci- 
dents mentioned above are an utter 
impossibility on a straight edging 
ripsaw. 

Considering the large proportion of 
serious accidents that have happened 
at the handfeed ripsaw in days past, 
it is easy to see why the modern 
straightline overcutting machine, with 
its great additional safety, has become 
very popular. Machines of this kind as 
made by Mattison are equipped with 
six pairs of pressure rolls, running in 
ballbearings. 


These rolls are spaced sufficiently 
close together that stock as short as 
74%” can be handled under two rolls, 
or material as short as 13” under 
three rolls. The close spacing of these 
rolls is of great importance in con- 
nection with ripping short material. 
Nevertheless, such units are well 
adapted for ripping material of any 
greater length, up to full-length 
lumber. 2 
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Today's NEWEST WOOD BORER 


HAS MANY FEATURES TO MEET WOODWORKING'S 
RAPIDLY ADVANCING PRODUCTION NEEDS 





ROOT STYLE 


CFH 


VERTICAL, 


DOUBLE COLUMN 
MULTIPLE BORER 














HYDRAULIC FEED 


Root patented hydraulic feed 
system provides fully automatic 
or semi-automatic operations. 


DOUBLE END 
CYLINDER ACTION 


two hydraulic cylinders, one for 
each slide plate, assures even 
pressure to move spindle frame. 


SPINDLES FEED 
TO WORK TABLE 


enables work table to be set at a 
predetermined level for ‘‘line up” 
with conveyor equipment. 


OPEN BACK 


for “on through” production line 








operations. Max. dimension work 
passing between columns, 6’—6’’. 


UNIVERSAL SPINDLES 


up to 26 spindles adjustable along 
length of spindle frame and 14” 
crossline spread. 


The above are just a few of the many features of this new 
CFH borer. Years of development work have gone into its de- 
sign, to meet the present and future needs of the woodwork- 
ing industry for equipment that means lower costs and greater 
efficiency in production. 


The operation of the CFH is adjustable over a wide range of 
feed speeds, depths of stroke, and hole patterns (fixed or ad- 


justable cluster boring heads are available). The machine runs 

exceptionally smooth and with great accuracy due to a unique 

counterbalancing system connected to the spindle rail frame. 
Maximum boring area in front of machine’s columns is 

8’—6” x 14”; between columns, 6’—6” x 14”. Maximum dis- 

tance from spindle noses to table in lowest position is 2214”. 
Write today for descriptive bulletin—no obligation. 


Boring Machinery Specialists B. M. ROOT CO. 


YORU. PEN RSP ae @ te 





Tips on Keeping 
Knives, Cutters 


In Condition 


Ordinary Bench Grinders Can 
Cost You Money If You Rely 
On Them For All Your Jobs 


By JOHN HYLER 


A GRADUAL INCREASE IS OB.- 
served through the industry in em- 
ployment of competent cutterhead 
grinders and other high-class grind- 
ing equipment, There are still many 
plants, however, which would do well 
to make a careful examination of 
such facilities, with a view to better- 
ing their cutter grinding operations. 
An ordinary bench grinder, where 
profile cutters can be ground free 
hand, still has its place in plants 
where detail cutters must be devel- 
oped from time to time for short 
runs. Too many times, however, plant 
management tries to get along with 
such a machine for all their cutter 
grinding. In so doing, they actually 
lose a great deal of money. 

One reason for such loss is that 
even a reasonably close approach to 
accurate grinding free hand requires 
an inordinate amount of time, The 
other is that regardless of the 
amount of care used, results obtained 
in this way cannot possibly com- 
pare with those obtained on equip- 
ment developed for the purpose. It 
is a matter of just as great moment 
to have proper maintenance grinding 
machines, such as cutterhead grind- 
ers, as to have a modern molder, or 
other suitably-built woodworking ma- 
chines. 


Any operator who tries to main- 


ILLUSTRATION SHOWING MATTISON cutterhead grinder 
in operation at California Furniture Shops.in Los Angeles. 
In this case, surfacing cutters are being ground in a 
cutterhead having a short axis. P&étograph courtesy 
Mattison Machine Works, Rockford, Illinois. 


job by hand is either deluded himself, 
or is attempting to deceive others. A 
really good operator is more liable 
to be found requesting installation 
of the best in cutterhead grinding 
equipment. A good cutterhead grind- 
er is capable of suitable maintenance 
on both straight surfacing knives and 
on milled-to-pattern cutters, while 
they are mounted in the cutterhead. 
Milled-topattern knives are more ex- 
pensive at first cost, but are never- 
theless far more economical for 
standard patterns on which continu- 
ous or frequent runs must be made. 
Profile Uniformity 
Precisely Maintained 
Moreover, where milled-to-pattern 
knives are employed, and the same 
cutting bevel is ground on _ those 
knives continually, there will be 
absolutely no variation in the pattern 
produced. On flat knives that are 
ground to form, contrariwise, a cer- 
tain small amount of variation is 
practically inevitable, from one run 
to another, unless an_ inordinate 
amount of time goes into repetitive 
knife fitting, Milled-to-pattern knives, 
when sharpened on a_cutterhead 
grinder, can be ground in a small 
part of the time that detail knives re- 
quire. Also, much less skill is re- 
quired in the grinding process. 
Some excellent cutterhead grinders, 


like those made by Mattison, will 





which is 10 inches in diameter or less, 
and not over 20 inches in length. 
These units have a ball bearing 
motor, totally enclosed to exclude all 
foreign matter from the motor wind- 
ings and bearings. 

This motor, which has an extended 
and threaded spindle to receive the 
grinding wheel, is mounted on a 
swivel head, by means of which it 
can be set at any desired angle. This 
makes it suitable for use with either 
a plain or a flared cup wheel, as de- 
sired. Such units are equipped with 
a handwheel at the front, which the 
operator uses for moving the table 
of the machine back and forth. Since 
the cutterhead being ground is 
mounted on suitable supports carried 
on this table, traveling the table is 
equivalent to traversing the cutter- 
head. 

A second handwheel is provided be- 
neath the table of the machine, which 
allows raising or lowering it, to- 
gether with the cutterhead it sup- 
ports, to any chosen position. The 
grinding wheel, along with the 
motor which powers it, has a hori- 
zontal adjustment toward or from 
the cutterhead. Since the grinding 
wheel can be sensitively adjusted 
horizontally and the  cutterhead 
vertically, the abrasive wheel and the 
knives to be ground can be brought 
to the right positional relationship 


tain that he can do a better grinding handle almost any kind of cutterhead with absolute exactitude. id 
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We ve Lought a cloud 
_ down to € earth 








CELACLOUD 


UNBEATABLE FOR LONG LIFE AND COMFORT 


The sofa filled with Celacloud is a lasting mem- 
ber of the family. This great new Celanese 
acetate fiber combines resilient comfort with 
certain long life. It’s snow-white—designed 
for service at a price that means competitive 
selling for you. 

To protect you, your customers and your re- 
sources, the trademark Celacloud will be used 
only on approved products of licensed quality 
manufacturers of such upholstered or quilted 
products as mattresses, mattress pads, sleep- 
ing bags and upholstered furniture. We are 
promoting Celacloud vigorously. Check your 
resources for Celacloud filled products today. 
Celanese Corporation of America, Sales De- 
partment, Textile Division, Charlotte, N. C. 


Celanese® Celacloud T.-M. 


Amazing Celacloud is: 

e Dust and lint free 
e Moisture resistant 
e Lightweight 

e Promotably priced 


e Pure white 

e Mildew resistant 
e Non-allergenic 
e Resilient 





Manufacturers Please Note 
For information concerning CELACLOUD, contact these 
exclusive distributors: me Manufacturing Co., 260 West 
Broadway, New York, Y.; or Jen-Cel-Lite Corporation, 
954 East Union Street, aun 2, Wash. 


Celanese District Sales Offices: 
180 Madison Ave., New York 16 Room 10-141 Merchandise 
P.O. Box 141, Charlotte 1, N.C. Mart, Chicago 54, IIl. 
819 Santee St., Los Angeles, Cal. 200 Boylston St., 
Chestnut Hill 67, Mass. 


Export Sales: 
Amcel Co., Inc. and Pan Amcel Co., Inc., 
180 Madison Ave., N. Y. 16 
In Canada: 


Chemcell, Canadian Chemical & Cellulose Co., Ltd., 
2035 Guy St., Montreal, P. Q. 





CELACLOUD 
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A i CONTEMPORARY FIBER 
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Plastic Laminates 
(Continued from page 8) 





one oven used 1000-watt infra red 
heaters. 

The heating area of this oven was 
20 feet long and 4 feet wide and was 
equipped with 5 panels, each carrying 
6 1000-watt 4-foot infra red heaters, 
to precure the adhesive spread prior 
to bonding. Each panel was rated at 
6 kw and the connected load was 30 
kw, 230 volt, 3 phase. An oven of 
similar dimension used 375 watt infra 
red lamps spaced on 7-foot centers, 
about 18 inches from the exposed 
glue film. 

Another had 70 375-watt bulbs 
arranged in infra red lamp banks 
connected 5 in series on a 575 volt, 
3-phase circuit on 10-inch centers 
and mounted 8 inches from the work. 
Speed of conveyors used to carry the 
work through the oven ranged from 
15 to 20 feet per minute and drying 
times varied from 45 seconds to a 
minute, Air drying usually took from 
15 to 20 minutes at room temperature 
where these ovens were not used. 


Cold Pressing 

Lower pressures are usually used 
for bonding plastic laminates than for 
plywood and may be as low as 40 to 
69 p.s.i. Some of the adhesives used 
give immediate adhesion without 
clamp pressure and do not require 
prolonged clamping. Others may re- 
quire the laid up bales to be snugged 
with eye beams and clamp rods. 

The conventional screw type and 
hydraulic cold presses are commonly 
used and the more recently developed 
air hose press is quite popular. As- 
sembly time limits of various adhe- 
sives are an important consideration 
in cold pressing, due to the extended 
layup period required before loading 
into the press and applying pressure. 

The proper pressure is the lowest 
pressure that will bring the plastic 
laminates into close intimate contact 
with the core. Careful and accurate 
registration of assemblies in the press 
is very important as well as uniform 
application of pressure to prevent 
slippage. Proper press loading requires 
the same face-to-face system be 
maintaine, as is used in plywood oper- 
ations, to prevent marring. Plastic 
laminates are extremely sensitive to 
picking up imperfections from caul- 
boards. 

Conventional cold press adhesives 
generally require curing for 4 to 6 
hours under restraint of I-beams and 
retaining clamps. Special] adhesives 
allow speed-up of this slow-curing 
with the use of catalyst acceleration 
and/or fast solvent evaporation, Press 
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loads handled in a single cycle vary 
from 20 to 40 panels per load. A 
volume producer reported an average 
20-panel] press load bonded with a 4- 
hour cure period at room temperature 
using a cold press fortified urea- 
formaldehyde glue. Similar reports 
were received from other plants using 
casein, polyvinyl, phenolic and phenol- 
resorcinol adhesives. Contact bonding 
adhesives were not generally cold 
pressed as they have special require- 
ments for solvent evaporation and 
do not usually require prolonged 
clamping. 

The screw-drive cold press used is 
seldom of the old hand-operated type 
but rather has power transmitted from 
the motor to vertical screws to build 
up pressure, shown by a pressure in- 
dicator, to the desired value, The price 
of an adequate press of this type, 
42 x 48-inch platen size and open- 
ing to accommodate about 20 panels, 
is reported to run about $3,000. Addi- 
tional cost for spring-loaded roller 
tracks to expedite loading and unload- 
ing came to $160 or $180. 


Most hydraulic presses of the con- 
ventional type have more pressure 
capacity than is required. A popular 
press of similar platen size had a 
12-inch stroke, a 3-section upper 
panel, and developed up to 70 p.s.i. 
pressure over the entire platen area. 
It was priced at about $4,000. 

The air hose press was originally 
developed for use with polyvinyl ad- 
hesives in a quick clamping process 
but is popularly used with all types 
of cold press adhesives. It operates 
entirely with air pressure introduced 
into several lengths of closely spaced 
lengths of hose, located above upper 
movable platen, and the pressing ac- 
tion is produced by expansion of the 
hose, which can be as much as 4 
inches. As the maximum stroke is 
approached, there is a declining 
amount of pressure transmitted to 
the press load. 

The normal 2-inch stroke will de- 
liver a pressure over the platen of 
about 60 p.s.i. with 100 Ibs. plant air 
pressure. Air operates a control valve 
to bleed air slowly into the hoses so 
that pressure is applied slowly but 
positively by the moving platen. Pres- 
sure is released by the same control 
valve, draining air from the hose to 
contract it. Sturdy steel springs re- 
tract the upper platen automatically 
after the pressing cycle has been 
completed and the hoses have con- 
tracted. 

This press has a normal 49-inch 
vertical opening for the press load and 
the lower fixed platen is made of 
closely-spaced I-beams supporting a 
welded steel plate. Strain rods of 


the press are designed to take up the 
tension so that no load is transferred 
to the floor and no special foundation 
is required, A retracting roller track 
is usually used on the bottom platen 
to expedite press loading and un- 
loading. 

The approximate cost of a 42 x 
48-inch press unit of this type is 
reported to be about $1,500 and about 
$160 additional for the roller track. 


Hot Pressing 


Hot pressing is probably the fastest 
method of bonding laminates to cores 
but this method is not being used as 
extensively as cold pressing or rotary 
pressing. The chief objection report- 
ed has been the requirement of care- 
ful temperature controls. Plastic lam- 
inates have a tendency to craze at 
hot press temperatures and are very 
sensitive to heat in picking up imper- 
fections. Experience indicates that 
temperatures for plastic laminate 
bonding should not go above 180° 
F, and a safer average temperature 
is about 160° F. 

Moisture in the core and glue line 
is also more critical in hot pressing 
plastic laminates, as blistering can be 
caused by excessive temperatures and 
formation of steam in the glue line. 

Multi-platen hot presses have a 
greater production capacity and are 
being used for volume bonding of 
plastic laminates to cores. The close 
control requirements of this type of 
press, however, has caused many 
plants to adopt presses of the single- 
opening type that are designed for 
heating with low-pressure steam, hot 
water or hot oil. Some of these presses 
have been designed for continuous 
operation, with dual reciprocating 
loading and unloading tables. The 
curing cycle under pressure is seldom 
more than 2 minutes, or just about 
time enough to load the second table. 

A plant which uses an intermediate 
layup table in place of the reciprocat- 
ing tables, between the glue spreader 
and a 50-ton single-opening hot press 
of this type reports bonding pressure 
applied for curing at about 10 lbs. 
steam pressure. Heat is automatically 
controlled at about 160° F. and con- 
trols are preset to provide automatic 
press opening after a bonding cycle 
of about 2 minutes, The plastic lami- 
nates are applied over a hardwood 
lumber core and a catalyzed and ex- 
tended urea-formaldehyde adhesive is 
used. 

Aluminum cauls are used in hot 
pressing plastic laminates but better 
results are reported with stainless 
steel] cauls used to protect the lami- 
nates. These cauls are relatively easy 
to clean and appear to have a longer 
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WOOD TURNED LEGS 


5000 lots—3” with ferrule 


FINISHED COMPLETE 


@ KILN DRIED HARDWOOD 8/4 STOCK 
@ SOLID BRASS FERRULES 
@ HANGER BOLT 5/16 OR DOWEL SCREW 


@ 3 COAT FINISHES (BLACK, WALNUT, 
BLOND AND MAHOGANY) 


@ IMMEDIATE DELIVERY — OVER 250,000 
LEGS IN STOCK AT ALL TIMES 


_— 








« 
SIZE 1500 5000 Our price list (below) demonstrates that you'll find NO LOWER 


C3” 14Yo¢ 13 V2) RR orcs srwnene for sock wring: tea 0 our seecifction 
4” 16¢ «15 | ” 
17¢ 16¢ 
192g = 18/2 
22V2¢ 0=— 218 
24¢ 22¢ 
26¢ 24¢ 
28¢ 27¢ 





























*Add 2c per leg for quantities 
under 1500 


ikelelaldehic) aml ale 


Dept. FOM-1 BPA PAM ACU OI a Be 
STerling 8-5597 
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working life than aluminum cauls. 
Aluminum cauls seem to be more 
prone to pitting. A favored caul is 
approximately ysinch thick and the 
upper caul is of ground and polished 
stainless steel to obtain a mirror-like 
gloss finish. 

The single opening press heats the 
platens uniformly with steam or hot 
oil and permits the use of low steam 
pressure, from 5 to 15 lbs., for plastic 
laminate bonding. The platens have 
steam chests about 4 inches high, with 
baffles welded on their faces for uni- 
form distribution of heat. Wet steam 
gives effective temperatures as the 
depth of the chest practically elimi- 
nates waterlogging. 

While maximum pressure is in a 
range of 140 p.s.i., desired pressure 
is quickly adjusted and accurately 
controlled by a pressure setting de- 
vice, Platen temperature is similarly 
controlled. As used for plastic bond- 
ing, the press is reported to operate 
with a 2 or 3-minute bonding cycle 
to produce an average 15 to 17 panels 
per hour. An automatic timer opens 
the press for unloading and reload- 
ing, with loading performed alter- 
nately from side to side. The cost of 
the press is reported to be about 
$12,000, equipped for steam heating, 
or about $16,000, equipped with elec- 
tric immersion heater in hot oil for 
hot oil heating. 


A vacuum press, more popularly 
used for post forming plastic lami- 
nates, is also used for hot pressing 
flat panels, This press uses a flexible, 
hot platen, operating at about 180° F. 
to set the glue bond, and provides 
smooth pressure by the vacuum 
method, with most of the air under the 
flexible platen removed. Atmospheric 
pressure on the outside sets up at a 
rate of about 12 p.s.i. or over 40 tons 
over the outside area of the platen. 

The assembly is placed right side 
up in the press and the flexible platen 
is closed. Vacuum created by a 
vacuum pump takes hold and stays 
fixed at that point until an automatic 
timer releases the vacuum at the end 
of a 6 to 8 minute cycle, when the 
press opens up automatically for un- 
loading and loading. Operation cost 
is relatively low since the heating 
element requires only 6400 watts 
when it is in operation and it operates 
only about one minute out of five 
during a normal operating period. The 
cost varies with electrical rates in the 
area of operation but averages about 
10 to 15 cents per day. The cost of 
the press is reported to be in a range 
of $2,500 to $3,000, depending upon 
individual job requirements, 

Rotary Pressing 

Nip roll or pinch roll pressure pro- 
vided by a rotary type press, operat- 
ing in a manner similar to the conven- 





WILKENSON 
BRACKETS, 
for ANY 


LeEGcs, 
FERRULES 
FURNITURE 


Beautiful seamless legs, tapered or square,in satin brass, 
coppertone, pewter, chrome and plastic finishes, 3’’ to 28’ long. 






to your furniture . 


= or tarnish. 





Every leg slim, seamless, strong— 
Beautiful lines and finishes of 
Wilkenson Legs add eye appeal 
. . fit in with 
any home decor. (Seamed legs 
also available at economy prices.) 


All finishes rigidly tested under 
80-hour salt spray —Finishes will 
not mar, stain, chip, corrode, peel 





Wide variety of brackets, flanges 
—legs also sold with weld-on 
flanges. Combination brackets per- 
mit straight or slanted positioning 


allow up to 1” adjustments in 
height. 

WRITE TODAY for catalog, prices 
and samples to fit your specific 
needs. We also make legs, brack- 
ets and ferrules to your blueprints. 


WILKENSON MFG. CO. 


2916 West Lake Street, Chicago 12, Illinois 
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of legs. New self-leveling glides — 





tional double roll glue spreader, is 
used to bond laminates to core when 
contact bonding adhesives are used. 
Some other adhesives with high grab 
properties are also pressed in a simi- 
lar manner, Pressure to bring the 
plastic laminate faces into intimate 
contact with core surfaces is supplied 
by pressure rolls. Pressure is main- 
tained on the rolls by heavy coil 
springs or air cylinders. A minimum 
100 p.s.i. roll pressure is usually re- 
quired. 

One plant converted an old double 
roll glue spreader for this purpose, 
with new rubber-covered rolls and 
pneumatic pressure mechanism added, 
at an overall cost estimated at about 
$700. The rolls revolve very slowly to 
apply pressure. The rotary press is 
used in a continuous production sys- 
tem to bond table tops with plastic 
laminates at an average cycle of about 
3 minutes per top. 

Contact bonding adhesive is applied 
in two stages to one laminate face 
and one core surface. The spread units 
are passed through a continuous infra 
red drying oven through banks of 70 
infra lamps which produce 200° F. 
drying temperature to set the ad- 
hesive into tack in 45 seconds. The 
precured components are laid up di- 
rectly from the conveyor of the oven, 
so the glue is still hot in contact, and 
the assembly is squeezed through rolls 
of the rotary press into intimate con- 
tact. The bond set up to permit han- 
dling, with assemblies piled in solid 
stacks in 15 to 20 minutes at normal 
room temperature. 

A typical commercial rotary press 
consists of a set of equal diameter 
power-driven rolls between which the 
Jaminate-core assembly is pass under 
pressure. It has 44-inch rubber rolls 
sufficiently hard to insure posi- 
tive lamination without marring or 
scratching of 8% inch diameter. The 
upper roll is adjustable to 442 inches 
vertically from the lower roll. It is 
supplied with or without variable 
speed. 

Standard speed is about 30 feet 
per minute, variable speed from 10 to 
60 feet per minute, Reported costs 
were about $1,400 for a rotary press 
of this size with single speed and 
pressure springs, or about $1,700 with 
variable speed. The same press using 
air cylinders in place of the pressure 
springs costs about $1,800 with single 
speed, or about $2,200 with variable 
speed. 

Roll pressure is used without heat 
for bonding contact bonding adhesives 
but it is customary to pile the bonded 
panels in solid stacks or clamp them 
into bundles until a complete cure 
has been effected. Full cure. usually 
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requires about 12 hours at room tem- 
perature but the panels may be han- 
dled in 20 to 45 minutes, if required. 
Where thermosetting adhesives are 
used, some plants have used the rotary 
pressing method with steam or hot- 
water heated rolls. Rol] temperatures 
are extremely critical in this appli- 
cation and must be watched and con- 
trolled very carefully to prevent 
crazing and blistering. 


Cores 

Regardless of the high quality of 
the decorative plastic laminate, suit- 
ability of the bonding adhesive, and 
efficiency of the bonding process, the 
quality of the finished laminated 
panel is still governed considerably 
by the type and quality of the core. 
Cores commonly used for laminated 
furniture panels include: plywood, 
solid wood, hardboard, particle board 
and flakeboard cores. 

All veneer plywood has_ good 
strength and dimensional stability and 
is generally considered the best ma- 
terial for use with plastic laminates. 
It is most costly in the thicknesses 
required as plywood must be of 
¥2 inch minimum thickness to provide 
the desired stability. Face and back 
veneers should also have a minimum 
ts inch thickness after sanding to 
prevent telegraphing and _ show- 
through of any defects. Although well 
patched plywood may be used, no 
openings should be allowed in the 
face of more than 1/32-inch and best 
results are obtained where there are 
no voids. 

Most furniture manufacturers pre- 
fer to use % inch plywood for cores 
unless the laminated panels are to be 
used for pieces with large surface 
areas, such as dining or library 
tables, for which heavier plywood is 
better suited. A low-cost plywood 
that is currently very popular is made 
with a fir veneer core or similar coni- 
ferous laminations, faced with smooth 
hardwood face veneers. 

Close grained species, such as birch, 
gum, lauan, poplar and maple. Ma- 
hogany faced plywood is preferred 
for cores of high quality plastic lami- 
nated panels. Philippine mahogany 
has proved to be a good face veneer, 
with its uniform texture and little or 
no grain rise. 

Solid wood cores have given trouble 
unless they were faced with cross- 
banding and face veneer. One of the 
major requirements of this type of 
core is a uniform moisture content 
of components. Any appreciable dif- 
ferences in moisture content can cause 
expansion and contraction sufficient 
to shift the plastic laminate overlay 
after bonding, An acceptable moisture 
content range is usually from 5 to 
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12%, with allowable differences de- 
pending upon limits of the bonding 
adhesive used. Some are more com- 
patible to moisture than others. Best 
results are also obtained when solid 
wood cores are worked under equili- 
brium moisture content conditions of 
about 7%. 

According to successful commercial 
producers of plastic laminated panels, 
the ideal solid wood core for use with 
plastic laminates is made with the 
same or similar wood species and 
density, of straight grained stock that 
is free from defects, voids or torn 
fibers, and of a uniform moisture 


content within acceptable adhesive 
limits. It is smooth surfaced and cov- 
ered by close grained hardwood 
veneer crossbanding and face veneers 
permanently fused to the solid wood 
core. 

Where hardboard is used as a core 
material for plastic laminates, tem- 
pered hardboard is usually selected 
for its superior stability. Both faces 
are sanded before the plastic lami- 
nates are applied and the panel as- 
semblies are permanently bonded by 
hot pressing, Hardboard is not as sub- 
ject to the problems of show-through, 
telegraphing and surface defects com- 















FURNITURE LEGS 






















tapered, with 
Finished or unfinished. 
LEG PARTS 


Screws, T-Nuts, Glides. 
SPRING CLIPS 


wire. 


WELT CORD 


Seaming Cord for harder welt 
ing and 4-ply Service Yarn. 


TACKING STRIP 


Tacks in all lengths. 
FURNITURE TRIM 


of style-wise colors. 
DUAL PURPOSE HANDLES 
Three styles of pull-out Han- 


ture, 


All styles, square or round 
and without 
brass ferrules, in all lengths. 


Five styles of Detachable 
Plates—plus Hanger Bolts, Log 


Seven most used sizes, with 
Pliers for attaching. Also five 
sizes of Ferrules for border 


Cellulose Welt Cord in all 
sizes, bleached or tan. Jute 


For upholstery edge fastening. 
Made from strong, jute liner 
board in ¥2” width. Upholstery 


Moss Edging, Fringe and Sofa 
Cording in the widest selection 


dies for dual purpose furni- 


TWINES 


A complete line of ~— 
Twine for hand-tying. A 
popular brands of Tufting 
Twines and Braids. 


NEEDLES & PINS 


Upholsterers’ Pins Needles and 
Regulators in various lengths 
and gouges. 


SEWING THREAD 


Four grades, in all colors and 
very competitively priced. 
Nylon Thread and Sewing 
Machine Bobbins. 


STAPLES & HOG RINGS 


Both hand and air operated 
stapling and Hog Ringing 
equipment. Paslode, Duo-Fast 
and Power-line Hog Rings and 
Staples. 


CUSHION MACHINES 
Droll Cushion Filling and 


Cushion Closing Machines, 
recognized as the best. 


UPHOLSTERY PRESS 
Ceiling type compressor for 


upholstered furniture. Finest 
available. Hundreds in use. 


MATERIAL RACK 


Designed to hold up to 44 
rolls of material in an 8’ x 8’ 
orea. 


These are but a portion of the many items on which 
we can serve you promptly and efficiently from a 
Half Million Dollar inventory in our mills and ware- 
houses. For complete information on these and other 
Bechik products, we invite your inquiry. 


WRITE FOR OUR CATALOG AND PRICE LIST 








WORLD'S LARGEST 


SUPPLIER OF ACCESSORY ITEMS TO THE BEDDING & FURNITURE INDUSTRIES 


LONG ISLAND CITY + SAN PRANCISCO + LOS ANGELES + CHICAGO 


BECHIK PRODUCTS, INC. 


650 EUSTIS ST., ST. PAUL 14, MINN. 
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mon to other core materials. 

Although some manufacturers do 
apply plastic laminates directly to 
particle board or flakeboard surfaces, 
end results are not always satisfac- 
tory. Better results are obtained when 
these surfaces are crossbanded and 
faced with smooth, close grained 
hardwood veneer. When these boards 
are faced in this manner the material 
is easier to handle in the gluing opera- 
tion. Any small particles of foreign 
matter will, in the pressing operation, 
be forced down into the softer veneer. 
They do not show up as pimples in 
the face of the finished panel, which 
often occurs when laminates are ap- 
plied directly to particle board or 
flakeboard surfaces. These board ma- 
terials have a decided tendency to 
telegraph or reflect any surface ir- 
regularity to the finished laminate 
surface if their surfaces are not 
covered. 

The physical characteristics of plas- 
tic laminates are such that they do 
not withstand high pressures or high 
temperatures very well. It is impor- 
tant, regardless of the type of core 
used, to hold pressures and tempera- 
tures to a safe level so that any im- 
perfections in the core will not be 
telegraphed through to the plastic 
top surface. One of the drawbacks to 
make the plywood or other type of 
core and apply the plastic laminate in 
a single operation has been the in- 
ability of the plastic laminate ma- 
terial to withstand the high pres- 
sures and temperatures normally re- 
quired to produce the core. . 








Spraying Glue 


(Continued from page 10) 





terial was cocked, Glue coverage could 
also be uneven—resulting in unglued 
patches subject to failure during 
processing or service. 

Leon Blachura, president, said, 
“The processing of laminated ex- 
teriors for kitchen cabinets, bathroom 
vanities, play room bar tops, and cus- 
tom work continually proved to be 
our production bottleneck. We build 
cabinets on an assembly line—bring- 
ing the material in at one end of the 
building and processing all parts along 
a gravity roller-conveyor that runs 
the complete length of the building.” 

In an effort to clear this obstacle 
to complete production line operation, 
House of Cabinets purchased the 
Type-30 Ingersoll-Rand compressor 
and began experimenting with various 
glue consistencies, coverage rates and 
rolling pressures. A research project 
such as this is a considerable under- 
taking for a custom cabinet manufac- 
turer with only 75 employees. How- 
ever, the research paid handsome divi- 
dends. All laminated-plastic cabinet 
exteriors are processed on their own 
conveyor that feeds the completed 
tops directly to the main system for 
final assembly. 

Two vital steps that cut cabinet top 
processing time in half while reducing 
the amount of scrap are: (1) the 
application of a smooth, even coat of 
special consistency glue to both the 
wood base and the plastic overlay; 
and (2) adhering the parts by run- 
ning through compression rolls, Since 
storage is eliminated with this process, 


7 or 8 tops never have to be un- 
stacked to get the pattern needed. The 
right top is always available for 
processing and integration into the 
production line. | 





Feed Rolls 


(Continued from page 12) 





the top outfeed roll as often as may 
be necessary, to keep such deposits 
removed. This should be done with 
the machine at rest. 

A good method is to use kerosene 
and a sharp-edged hardwood paddle 
to clean and scrape the deposits 
free, then wipe the roll with a rag 
or a paper napkin. With the machine 
at rest, only thirty or forty degrees 
of the roll surface can be cleaned 
this way at one time. The machine 
must then be turned over by hand 
far enough to expose another like 
portion of the roll to the cleaning 
process, This should be repeated until 
the full length and circumference of 
the roll is clean again. 


Uniform Roll Action 

It is of course true that on out- 
dated planers, which do not have 
smooth, uniform roll action, any non- 
uniformities will be transmitted to 
the machine feed. A wavering feed 
will result, with choppy work. Most 
of the modern planers, as for instance 
those made by Greenlee, have prac- 
tically all rolls gear driven, using 
carefully machined gears in perfect 
mesh, to insure uniform feeding ac- 
tion. Double expansion links are em- 
ployed, to keep the roll gears in com- 
plete mesh at all positions of the 
bed. a 
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GLUE TANKS 


RITE-HETE TANKS (Cookers) keep 
prepared glue ready to tap into 
smaller pots—speed production. Fur- 
nished complete with cord, plug, auto- 
matic heat control and agitator. LOW 
operating cost. Made in 5, 10, 15, 20- 
gallon and larger sizes. 


’ ALSO 
ELECTRIC GLUE POTS 


save time, ~ yt ae ee Thermo- 
reed a = png eat. ‘ for every 
nee ‘2-p * on or larger. 
For more information oie 
ROHNE ELECTRIC MFG. CO., INC. 
24 E. Hennepin Ave. Minneapolis 1, Minn. 
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‘) MANUFACTURING 
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LYON RED BOOK Published since 1876 


Nationally Recognized as the Credit Reports 
edium for Credit Weekly Interchange of Trade Boston 14, Mass. 
Protection Experience Rm. 1112, No. Sta. Indust. Bldg. 


Credit Reference Books 
Salesmen’s State Editions 
(Pocket Size) 


Collections 


igh Point, N. C. .... West G St. 
A National Organization That re, Pate TS rE 


Cincinnati 2, Ohio ...... 406 Elm Street 


Gives Justice to the Dealer Iphia 7, h 12th Street 
Weekly Reports and and Protection to the te Rapids’ hich. we = 


Supplement Manufocturer Ass 


LYON FURNITURE MERCANTILE AGENCY 


JOHN J. SIGERSON, General Monager 


‘n of Commerce Bldg. 
Chicago 1, Ill. ...221 N. LaSalle Street 


EXECUTIVE OFFICES 
185 MADISON AVE., NEW YORK 16, N. Y. 
..1060 So. Broadway |} 





Los Angeles 15, Cal. 
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there’s more to sell with 





SUPERIOR CUSHIONING 


U 


When you put Polyfoam®, the superior polyether-type 
cushioning, on your furniture sales team, you are 
adding a nationally-advertised, proven sales-clincher. 
This revolutionary new material offers so many more 
advantages—to the manufacturer, to the retailer, and 

to the consumer— it actually sells itself in one “‘sitting’’. 
So take advantage of the product and the promotion which is 
pre-selling furniture with Polyfoam cushioning—display the 
labels and push Polyfoam as a real sales plus! 
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Polyfoam Points Of Superiority 










see ee ee 





adds down-like comfort—never sags or foam Di oe 
lumps up—is stronger—adds lasting beauty 
—is solvent-proof—safe from fire (self- GENI ERAL 
* ee a : Send for quantities of this 
extinguishing) lightweight booklet for distribution —it THE GENERAL TIRE & RUBBER on 
tells the Polyfoam story in 
4 customer-appealing terms. 











THE GENERAL TIRE & RUBBER COMPANY + POLYFOAM DIVISION, MARION, INDIANA 
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“WHERE TO BUY” 


ADVERTISING & SALES 


Publications 

National Furniture Review ....cccccccscessescces obs boeeeen e 
666 lake Shore Drive, Chicago 11, Ill. 

i LSE LE PRC LEE eee 24 


185 Madison Ave., New York 16, N.Y. 
Buyers Market Buildings 


ee IN, 5 Sin oie os oc bins bG0s.« 6.608 S eS 
666 Lake Shore Drive, Chicago 11, Ill. 


ADHESIVES & EQUIPMENT 
Glue Pots & Tanks 


ee) ha i eee ee ee ee ee 24 
24 E. Hennepin Ave., Minneapolis 1, Minn. 


FASTENERS & EQUIPMENT 


Screws 


oe he ead ane a ng) Oe ee eo re 
Statesville, North Carolina. 


illinois Tool Works, Shakeproof Division ...............ee00- 
St. Charles Rd., Elgin, Ill. 


Staplers, Tackers & Staples 


oe cree oe TE ne ee ee 
3750-54 River Rd., Franklin Park, Ill. 


FINISHES & EQUIPMENT 
Air Sanders 


ee ee bd 
1020 Ninth St., Rockford, Ill. 


FURNITURE & FIXTURE HARDWARE 


Drawer Slides & Hardwere 


i SN ODE oon. oh 5 656805 KS Sn ODORS ESO EGEEKS . 
Grand Rapids 4, Michigan 


Ferrules & Hardware 


Winzeler Stamping Company ............- (siewesieasa ave 
29 Wabash Ave., Montpelier, Ohio 

FURNITURE LEGS 

Wood Legs 

SO ee eT eT TT Re eT ee Te er . 
South Haven, Michigan 

ED 5S 5 hos abies KEN ERM ER KSS Hic ars arwa nes 21 


125-27 Fifteenth St., Brooklyn 15, N. Y. 
Plastic Legs 


ee ee bs ° 
6349 N. Clark St., Chieago, Ill. 


Metal Legs 


RN SIR. hc nis ein pres bin atk nian a bine 6 Aiarspnkean 22 
2916 West Lake St., Chicago 12, Ill. 


BASIC MATERIALS 
Plastic Laminates 


Barclay Dinavtertening Ges; Ge. 60k. oe sisiecnivar ee 2nd Cover 
Barclay Bldg., New York 51, N. Y. 


Hardboard & Particle Board 


ee 5 
Equitable Bldg., Portland, Oregon. 

PD RN farce ts ne ose Seis ns ws wed Ae OSeEsg eas 9 
3070 Northwest Front Ave., Portland 10, Oregon. 

Southern Plaswood Corp., Div. Emerite Corp. ..............5. . 


1126 Ist Nat'l Bank Bldg., Jackson, Miss. 
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Weyerhaeuser Sales Company ................ccccescece 7 & 11 
Tacoma Building, Tacoma 1, Washington 


Marble Tops 


I We NEE cvs ciesisrsieieis cise nit to isin ia hw ernie erdisinns : 
100 Hudson St., New York, N. Y. 


Wood Mouldings 


RilGe: WAGRUNBIONI (GOs oo cise oo ois eevee reece smiles. 24 
Grand Rapids 2, Mich. 


PACKAGING & TRANSPORTATION 


Vans and Trailers 


RP A MNIN TG aro 510 60166 8. Gi.o0) 5. oie wile Sees ecene.cers ible Selevais 
Elba, Alabama 


Uncrated Shipping Service 


North American Van Lines, Inc., Creston Div. ..........--.. ss 
Fort Wayne, Indiana. 
Packaging Materials 
s 


SER FARES GO 656s 66.0 5:0)cis Sis. elsiin'e ewiewsionwesels . 
Hillside,, New Jersey. 


UPHOLSTERY & BEDDING SUPPLIES 


Bree eer UN ia ethers ecaiarc oie lems tala a eiwlernin’ hal oes 23 
650 Eustis St., St. Paul 14, Minn. 


Cushioning Materials 


BUCCI Ria eee Ne 5a sooo eases) si retavarelsla areievoistersarclongi 3rd Cover 
Michigan City, Indiana. 

Gelanese Corp. of America, Textile Div. 0... .000600s000. 19 
Charlotte, North Carolina 

General Tire & Rubber Co., Polyfoam Div. ................. 25 
Marion, Indiana. 

National Cotton Batting Institute 2... 2... cccccceccesceses 
Memphis, Tennessee. 


Fabrics, Plastic 


cu ES - hhh a a re ; . 


Philadelphia 34, Pa. 
Fabrics, Woven 


oe eek oe ui nu. | us CRE OERe CCU Gene MS 
P. O. Box 1511, High Point, N. C. 

Labels 

Waldbroth Label) Comseranign oie 6:6. 666cinsssciic ec ciasivivics cine ° 


1261-1295 Blue Hill Ave., Boston 26, Mass. 
Springs, Units & Accessories 


Fae ae ERAN ono ooo: bra rare rie ace a talib Rove Sb aio eee 4th Cover 
Carthoge ,Missouri. 

SRN Ne) HN Clo 205i ois oie einisiesersceres eines wistecesisioeieis ° 
1417 Tryon St., High Point, N. C. 

POO TIN COON 5-6 sis ore hss ce a ose sae seeeeceaws . 
21590 Hoover Rd., Detroit 13, Mich. 

POMP a aR ch Sea aa seca eset scarf ake os) as ROA ee aae Alera or " 


1450 N. Dayton St., Chicago, Ili. 


WOODWORKING MACHINERY 


Woodworking Machinery Manufacturers Ass'n .............. ° 
1900 Arch St., Philadelphia, Pa. 
Bike WMGCHING WORKS: 6 s.c:0:c:60' <icscenieeses Sadeleisinceeaiccses © 


230 Eighth St., Holland, Michigan. 


Py ee NN as OS oe Aire oes a'8 6 GAS ORES Cees : 
2027 Eastern Ave., Cincinnati 2, Ohio. 


RIE ROI 568 65a ov orden cece soeweese ones’ . 
P. O. Box 4065, Tulsa, Okla. 

Bee tae ee ee ee 13 
Rockford, Illinois. 

ORT re ooaie os isis recesses ais cise ireeeceorereeiars - 
Grand Rapids 2, Mich. 

POCROE ICIRIY GBs. 6 .555:5.0:5tscucarsieveine Cisse omelersissisléinewvereure S 

670 Front Ave., N.W., Grand Rapids 4, Michigan. 

RS IMB SSING c6 vices hesdeo ida ser macnmsocn darken ess 17 
York, Pa. 

Whitney @: Gon; inc. Barter BD. ...oscccccccccccscceccesessce . 


Greensboro, N. C. 
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THE SENSATIONAL NEW PADDING FOR FURNITURE BACKS 
YOU’VE BEEN WAITING FOR...WITH 


“CGUSTOM-MADE” FEEL...AT 
PRODUCTION-LINE COST! 


BLOCKSOM DELUXE PARATEX 


SUPER-SOFT RUBBERIZED CURLED HAIR 























Here it is! The DeLuxe 
**Super-Soft’’ Rubberized 
Curled Hair padding that gives 


luxury feel to furniture backs... 


COSTS MUCH LESS THAN DOWN, 
FOAM RUBBER OR POLY-TYPE FOAMS! 


e Soft as down...permanently resilient! 


e Made from an entirely DIFFERENT 
curled hair formula 


e Entirely NEW curling process achieves 40% 
MORE CURL! 


e Triple coated with latex rubber 


? 2 e Conforms to any contour 
\4 : of Z Le . e Eliminates extra padding 
\ A ) m A: e Tacks or sews easily and quickly 


e Raises the SELLING VALUE of your 
furniture! 


Ae 


MR. LOUISE. KOTTLER, President, Kingsley Furniture Co., La Porte, Ind., says: 
“This new Blocksom DE LUXE Paratex is just what we've been looking for in order to 
attain a SUPER-SOFT effect in the backs of our furniture.” 
PHONE OR WRITE FOR SAMPLES AND COMPLETE INFORMATION 
ABOUT THIS AMAZING NEW DEVELOPMENT .. TODAY! 


BLOCKSOM & COMPANY 


Main Office and Plant: MICHIGAN CITY, INDIANA 
Branch Plants: ETOWAH, TENN. and LOS ANGELES, CALIF. 





CORNER arter CORNER arter CORNER 








, WRITE FOR SAMPLES TODAY! 
Lower Costs Automatically ; See how easy you can make perfect corners every time with 


; sell ae new Perm-A-Lator Corner Springs. Circle size and type you 
Now get smooth, firm, resilient uniform corners— need for your products on chart below. 


corner after corner! Quality, custom uniform cor- >See ee eee eee ee eee eee 
ners you can demonstrate and sell—every one the FLEX*O+LATORS, INC., CARTHAGE, MISSOURI 
same as your samples! No buyer disappointment. 
And you save! No hand choking or stuffing of 
cotton required. Supervision unnecessary. Exact 
controlled costs. Faster production. No chance for 
error. Anyone can produce perfectly uniform 
corners, corner after corner! Write today! 


Ves! | want samples of the following Perm-A-Lator Corner Springs. 


ALWAYS ORDER /|2 LOOPS/| 3 LOOPS/ 4 LOOPS 
BY NUMBER 3” High | 5’ High | 7’ High 


ROUND—For 
Mattresses.Box Springs R-2 R-3 R-4 
|__and Sofa Beds 


SQUARE —For all 
Types Furniture S-2 S-3 S-4 


CIRCLE TYPE AND SIZE YOU NEED 





























TRADE MARK 


Perm:A: Lator AR 


corner springs 


ENGINEERED AND MANUFACTURED BY ADDRESS 


FLEX*eO*eLATORS, INC., CARTHAGE, MO. CITY ZONE STATE 


Plonts in Carthage, Mo. ° New Castle, Po. ° High Point, N.C. _. .- .-  T U UL L, LL le al 


NAME 





FIRM 














